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CARGO BASKET HOOP FABRICATION - 90621 


General 


These instructions apply to cargo basket attachment hoop 90621-01-XX (-01 right, -02 left). Refer to the 
following drawings, at the current revision, for dimensions and détails: 


90621, Revision 0-Attachment Hoop 
84262, Revision 1 - Handle Bracket Assembly 


Notes 


1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 


2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 
-}>Ç' 


Date Open: 


Complété 


(initial or SCA #) 


Yi Hoop Fabrication - 
34" hoop 


a. Cut 34" X 0.035 material to 21.0", square ends. 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
Remove writing on tubes with acetone and scotch bright. 
On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


b. 


c. 


d. 


e. 


f. 


g- 
h. 


I. 


Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


Slide shim ail the way forward on bender to secure tube in die 


Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


Check for: 


i. hoop height: 15.5" (Outside to outside) 


ii. adjust upper stop for height if required 


2. 


b. 


c. 


34 Hoop Machining - 
34" hoop - 
84262-01 


a. Start with >4" half hoop from step 1. 
Setup manual milling machine with spécifie hoop vise Jaw. Set XY G on far, right edge of Jaw 
(end of hoop). 


Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 


with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
Tag in process hoop(s) and place into stock. 


d. 


e. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initiai or SCA #) 
3. Yi Hoop Fabrication - 1" hoop 
A pO C» 


a. Cut 1" X 0.065 material to 32.0", both end square. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height 16" 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


Hoop Machining - 
1" hoop 


a. Start with 1" hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise. Set X 0 on edge of hoop (end of hoop). Shift X along hoop 0.75" and set X 0. 
Set stop against end of tube. Rotate milling head 5 degrees in or out as required for right or left 


side. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. Ensure 
edge of hole to edge of tube is 0.23" as indicated on drawing. 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using >2" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 


a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


h. Tag in process hoop(s) and place into stock. 


5. Joint Préparation 
^ 
a. Set 1" hoop in hoop jig. Insert 
hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hoop onto Yi" hoop. Trim Yi" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


6. Welding-Lugs 


a. Insert two 90621-05 lugs into holes in 1" hoop. Set short side to 0.06" above surface of tube. 
Attach 11" spacing jig with 3/8-24 bolts to lugs. 


b. TIG weld ail around outside of lugs. 2 places. 
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CARGO BASKET HOQP FABRICATION - 76423 
Complété 


(initial or SCA #) 
c. Grind lugs flush with inside of tube. 


d. TIG weld ail around inside of lugs. 2 places. 
e. Record lug and welding rod PO/WO on attached material list. 


7. Welding - 
Handie Bushings - 
84262-01 


a. Insert 84271-01 bushings into Vi" hoop prepared in step 2. above. 
b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


8. Welding-Hoop Assembly 


a. Insert 1" hoop from step 6 and 
hoop from step 7 into hoop jig. Seat 
hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around V-i' hoop in slot. 
d. Cap 
-1" tube joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


9. Finishing and Inspection 
j/, 
a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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WorkOrder: 


Date Qpened: 
HaA 


Material Tracking Sheet 
Robinson R44 
Hoops Fabrication 


2of2 


"X 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO . 


90621-01- 
Hoop - attachment (aft) 
(-01 RH, -02 LH) 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


— 


. 1 
~ 
1/2" Tube - hoop 
4130 Steel, V/' x 0.035 Sqr. Tube 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication - 1"hoop 


. 1 
— 
1"tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 
Step 6 
. 2 
90621-05 
Lug 
1018 Mild Steel, 5/8" Dia. 
l 
Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
t' / 
I71^Ja2. 
> 


. A/R 
~ 
Welding Rod 
ER7QS-2 
Poti^ 


Step 9 
• 
Finishing and inspection 
None 


CARGO BASKET HOOP FABRICATION - 84262 


General 


These instructions apply to ail cargo basket hoops that require handie bracket provisions. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


I 
Handie Provisions - Common to ail baskets 


J 
84262, Revision 1 - 
Handie Bracket Assembly 


WorkOrder: 
3C> 
Complété 


(initial or SCA #) 
Date Open: 


Handie Bushings - 
Préparation - 
84262-01 


Required in locations where handie brackets will be installed. 
a. Start with stock hoop or half hoop as required for spécifie basket assembly. 
b. Setup manual milling machine with spécifie hoop vise jaw. Set XV G on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16 (#4) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 


2. Handie Bushings - 
Welding - 
84262-01 


a. Insert 84271-01 bushings into hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


d. Tag in process hoop(s) and place into stock. 


3. Handie Bushings-Finish-84262-01 
/jiQU/ 


a. De-burr welded bushings. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 49210 


General 


These instructions apply to cargo basket hoop 49210-02 and derivatives that use it as stock. Refer to the 
following drawings, at the current revision, for dimensions and détails: 
â? 
49210, Revision 1 - 
Basket Component - Hoop 


Notes 
1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


WorkOrder: 
4 
Complété 


1. Hoop Fabrication - 
49210-02 


a. Cut Vi" X 0.035 material to 48.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: 19?" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 
h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Repeat steps f.-i. for opposite end of tube. 


k. Check for: 
hoop height: 15.5" (Outside to outside) 
hoop width just above bends: 22" (outside to outside) 


adjust upper stop for height if required 


adjust stock length for width if required 
twist - 
due to pulling bending arm up or down through bend 


I. 
Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 
m. Inspect hoops for conformity to drawing. 
n. Tag complété and inspected hoop(s) and place into stock. 


M 


iv 


V 
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CARGO BASKET HOOP FABRICATION - 90622 


General 


These instructions apply to cargo basket forward attachment hoop 90622-01. Refer to the following drawings, 


at the current revision, for dimensions and détails; 


49210, Revision 1 - 
Basket Component - Hoop 
90622, Revision 0- Forward Attachment Hoop 


Notes 
1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 


2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 
Complété 


(initial or SCA #) 
DateOpen: 


1. Forward Attachment Hoop - 
Préparation - 
90622-01-XX 


a. Start with 49210-02 hoop as stock. 


b. Setup manual milling machine with standard steel vise jaw. Set XY 0 on far, right edge of hoop 
(end of hoop). Shift X along hoop 7.25" and set X 0. Rotate milling head 5 degrees in or out as 


required for right or left side. 


c. Using 5/8" (0.625) end mill, mill into side of tube in accordance with drawing. Apply a few drops 
of Rapid-Tap cutting oil to each location before milling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Cut hoop at 9.10" high, at 36.5 degrees as indicated on drawing 90611. 


f. Align milling head to vertical or flag machine. 


g. Tag in process hoop(s) and place into stock. 
y 
II 


2. Forward Attachment Hoop - 
Welding - 
90622-01-XX 


a. Attach two 69823-02 lugs to 4.5" spacing jig using 3/8-24 boit. Align lugs to slots in hoop 


prepared in step 1. above. Centre bolts on hoop. 


b. TIG weld lugs into hoop. Weld ail around both lugs. 


c. Record lug and welding rod PO/WO on attached material list. 


d. Tag in process hoop(s) and place into stock. 


3. Forward Attachment Hoop - 
Finish - 
90622-01-XX 


a. Run 3/8-24 tap through welded lugs. 


b. Inspect hoop for conformity to drawing. 


c. Tag complété and inspected hoop(s) and place into stock. 
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Work Order: 


Date Qpened: 


Matériel Tracking Sheet 


Robinson R44 
Hoops Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 1 
49210-02 
Hoop - standard 
4130 Steel, 
x 0.035 Sqr. Tube 


Step 1 
49210-02 
Hoop - with handie provisions 
4130 Ste^^^'x'O^OS Sqr. Tube 


Step 2 
Welding 
— 


. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 


. A/R 
~ 
vyeldtrCRod 
ER70S-2 
fo^ l(dC>0^ 


Step 3 
Inspection 
None 


Step 1 
90622-01- 
Hoop - attachment 
(-01 RM, -02 LH) 


. 1 
~ 
1/2" Tube - hoop 
4130 Steel, Yï" x 0.035 Sqr. Tube 


Step 2 
Welding 


. 2 
69823-02 
Lug 
1018 Steel, 5/8" Rod 
ficfiy 


.A/R 
— 
Welding Rod 
ER70S-2 
/ H oo^ 


Step 3 
Finishing and Inspection 
None 
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Job #: 
Type / Project: 
Batch Quantity: 


Approval: 
Drawing List: 


Drawing 


25 March 2014 
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SH10-48 
DCL906-12, Rev. 0 


Description 


90621, Rev. 0 
Aft Attachment Hoop 
- 
84262, Rev. 1 
Basket Handie Provisions 


90622, Rev. 0 
FonA/ard Attachment Hoop 


49210, Rev. 1 
Hoop 
- 
84262, Rev. 1 
Basket Handie Provisions 
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Project is on Approval Limitation Record: 
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REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE 


22.0 


7.25 


15.50 


4.50 


4.0" RADIUS 


MILL 05/8 
0.313 DEEP 
2 PLACES 
01) END HOOP 


CTAW 


DETAIL A 


SCALE 1 : 1 
DETAIL B 


SCALE 1 : 1 


NOTES 


1. REMOVE AU BURRS AND BREAK SHARP EDGES. 


2. DRILL 3/32 VENT MOLE IN BOTTOM OF HOOP FOR VENTING OF «LD GASES 


3. WELDING OF STEEL LUGS TO BE COMPLETED BY GTAW METHOD TO AMS2685C. 
WELDING ROD SHAU CONFORM TO ER70S-2 OR EQUIVALENT. 


69823-02 
90622-01-02 
90622-01-01 


PART NO. 


03 
01 


01 


ITEM 


LUG 
LH FM) ATTACHMENT HOOP 
RH FM) AHACHMENT HOOP 


DESCRIPTION 


1018 MILD STEEL 
4130 STEEL GOND. N 
4130 STEEL GOND. N 


MATERIAL 


AISI 1010/1020 
MIL-T-6736 
MIL-T-6736 


MATERIAL SPEG 


5/8 DIA ROD 
1/2 X 0.035 SQR. TUBE 
1/2 X 0.035 SQR. TUBE 


STOGK SIZE 


LIST OF MATERIALS 


l! 


APPROVALS 


JEFF GLARKE 


CHECXQ); 
E. BURCaN 


DATE 


10 APR 2006 


UNLESS OTHERMSE SPEGIFIED 
DIMENSIONS ARE IN INGHES. 
TOLERANGES ON: 
DEGIMALS 
ANGLES 
)CXXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 
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REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE 


1 
TITLE BLOCK UPDATED 
BJC 
21/05/2014 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 
,72-^ 


0.19 
0.530 
0.500 


@ 
niTlNG 


90628-01 
01 
niTING 
GR18.8 STAINLESS STEEL COMMERCIAL 
3/8-24 X 0.75 BOLT 


PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SIZE 


UST OF MATERIALS 


îm 


iâp 
l'hl 


lisi 


APPROVALS 


DRAVm: 
JEFF CLARKE 


CHECKED: 
E. BURGOIN 


DATE 


13 SEPT 2010 


UNLESS OTHERWSE SPECIRED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 
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